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loosen the joint enough to receive the spelter freely into the seam
when being run at the fire. Jar some borax and water through the
joint and charge it with spelter, following the cramps in their zigzag-
path around the bottom, then take it to the fire and dry slowly. Heat
the sides until the borax is all down, run the joint around, and when
cool clean off the joint outside and knock it down on a bullet-stake
and anneal. Next take it to a small bottom-stake and flatten the
bottom with a mallet, and with a pair of compasses mark the size the
bottom is to be when the bowl is in its finished shape, which will be
55^ inches. Break the bottom up the side from the outside of the
circle made by the compasses, which will increase the depth a good
^ inch. After the bowl is shaped, turn the edge on the back of the
side stake for a No. 8 wire, as shown in Fig. 52. If the inside is to be
tinned it is now ready, and the work may be done in the manner
already described.
We will now make the handle, which is a socket-handle, about i%
inches inside at the wire and i inch in diameter at the flap and $%
inches long. The pattern of the socket would be 4^3 inches at one
end and 3^ inches at the other. When cutting the pattern leave a
little V-piece *n tne middle of the flap-end and a point at the seam, as
shown in Fig. 53, to hold the flap on while it is being brazed. The
pattern being cut, thin the edges and turn it, then charge it and braze
it down, clean off the joint and knock it down on a beak-iron. Next
cut out the flap (Fig. 54, A B) and make the hole for the socket small
enough so that a collar may be worked out as shown in Fig. 55, to go
a little way up the socket. When the collar is fitted, put the socket
through the hole and turn back the V-pi&ce and also the little points
left on at the seam, which should hold the flap firmly in place. Charge
it with spelter and dry, and holding it with a pair of duck-bill tongs
(Fig. 56), warm first gently and then heat it until the borax is down,
or run, then turn the flap down to the fire as in Fig. 57 and run the
solder around the edge of the socket and flap, and when the joint
is cleaned off wire the end of socket.
If the bowl (Fig. 58) has been tinned and scoured clean, it may
now be planished so that it is bright or brown. To planish articles
of this kind with ease and comfort it is necessary to sit at the foot-
block, and in such a position that the operator's thigh may lie in a
horizontal line with the knee, and the shank and head at such a hight
that the fore-arm and hand may lie, when at rest, le^el with the ham-